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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

1. In the Manufacture Approach of Container Equipped with Two or More Separated **, it Has ** of the 
(a) Aforementioned Container and Same Number. The process which forms the reserve cast of said tube- 
like container with which the end was equipped with bit opening, and the other end was closed with either 
extrusion molding or the injection molding, (b) The process which forms the container which arranges 
said reserve cast to a die, extends said reserve cast by blowing gas into said reserve cast at least, and has 
at least one internal web wall, (c) The manufacture approach of the container equipped with two or more 
separated ** characterized by having the process which makes a longitudinal direction elongate said at 
least one internal web wall. 

2. Said container is the approach according to claim 1 of being a tube-like container. 

3. Each ** of said reserve cast is an approach according to claim 1 which will be extended in the die- 
length direction if said gas is blown into said reserve cast. 

4. It is the approach according to claim 3 of extension to said die- length direction being performed by at 
least one extension rod prolonged in each interior of a room of said reserve cast, and said at least one 
extension rod moving in the die-length direction, and extending said reserve cast. 

5. Approach according to claim 4 of elongating said longitudinal direction dimension of said at least one 
web wall, when it is in heated condition. 

6. Said at least one internal web wall is an approach according to claim 5 which at least one rod moved to 
the longitudinal direction is contacted in said at least one internal web wall, and is elongated by increasing 
the longitudinal direction dimension of said at least one internal web wall. 

7. It is the approach according to claim 6 of at least two ** being prepared, said rod being an extension 
rod, and these extension rods being arranged at each **, moving at least one side of said extension 
equipment to a longitudinal direction, and increasing the longitudinal direction dimension of said at least 
one internal web wall. 

8. Approach according to claim 5 of forming gas pressure difference from one ** to another **, and 
increasing longitudinal direction dimension of said at least one internal web wall by extending said at 
least one internal web wall, after blowing gas into said reserve cast and forming said reserve cast in said 
container. 

9. Approach according to claim 8 of at least two ** being prepared, making one indoor gas pressure of 
these ** different pressure from another indoor gas pressure, and increasing longitudinal direction 
dimension of said at least one internal web wall by this. 

10. The method according to claim 8 of putting at least one rod into ** with a lower gas pressure 
difference during the period when said gas pressure difference exists. 

11. Said container is the approach according to claim 9 of being a tube-like container. 

12. In the Manufacture Approach of Container Equipped with Two or More **, it Has ** of (a) Plurality. 
The process which forms the reserve cast of said container with which bit opening is prepared in an end, 
and the other end is closed, and at least one internal web wall extends from said end to said other end, and 
forms at least two **, (b) The process which forms the container which arranges said reserve cast to a die, 
is made to extend said reserve cast by blowing gas into said reserve cast at least, and has the configuration 
of said die, (c) Process which provides one [ at least ] ** with a gas pressure difference, and increases the 
longitudinal direction dimension of said at least one internal web wall The manufacture approach of the 
container equipped with two or more ** characterized by having. 

13. Said gas pressure difference after blowing in is the approach according to claim 12 of producing the 
pressure of one [ at least ] of said indoor gas by decreasing. 
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14. Said gas pressure difference after blowing in is the approach according to claim 12 of producing the 
pressure of one [ at least ] of said indoor gas by increasing. 

15. The approach according to claim 12 by which at least one rod is prepared in said two or more ** 
during the gas pressure difference period. 

16. The approach according to claim 13 by which at least one rod is prepared in said two or more ** 
during the gas pressure difference period. 

17. In Approach of Increasing Longitudinal Direction Dimension of Plastics Web Wall in Container The 
process which heats said web wall to the temperature which can make plastics flow to the plastics of said 
web wall in an operation of the applied force, How to increase the longitudinal direction dimension of the 
plastics web wall in a container characterized by including the process which extends said web wall in a 
longitudinal direction to the dimension of the maximum abbreviation one half around said container, and 
the process which cools said web wall and fixes said web wall to the longitudinal direction dimension 
which increased. 

18. Extension of said web wall is the approach of increasing the longitudinal direction dimension of a 
plastics web wall according to claim 17 by which it is performed mechanically. 

19. How to increase the longitudinal direction dimension of the plastics web wall according to claim 12 
which inserts at least one rod in said container, guesses and moves to said web wall, and extends said web 
wall in a longitudinal direction. 

20. How to increase the longitudinal direction dimension of the plastics web wall according to claim 12 
which extends said web wall in a longitudinal direction by acting a pressure which is different in said the 
web wall 1st and 2nd sides. 

21. The approach the direction of the pressure which acts on said said the web wall 1st side increases the 
large longitudinal direction dimension of a plastics web wall according to claim 12. 

22. The approach of increasing the longitudinal direction dimension of a plastics web wall according to 
claim 12 that at least one rod is prepared during said gas pressure difference period and in said container. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 

Double ****** equipped with the extended internal wall Field of invention This invention relates to die 
forming of double ****** which can perform a bit (dispensing) more equally. Furthermore, this invention 
relates to blow forming of double ****** which has the internal web wall which the longitudinal 
direction was made to extend at a detail, in order to be able to carry out the bit of the product still more 
equally from each ** of a container. 

Background of invention This invention relates to a tube-like container as one of the desirable examples 
about a container roughly. In formation of a tube-like container with an equal bit property, a flexible 
internal web wall is very useful highly. Thereby, the bit force applied outside can be applied to an indoor 
ingredient with various containers still more equally. 

The tube-like container is used for the bit of many products. A tube-like container contains food, oral 
cavity sanitary goods, and a personal care supply. Especially the tube-like container is useful to the bit of 
oral cavity sanitary goods and a personal care supply. These products are viscous objects, such as a lotion, 
a paste, or gel. The tube-like container by which current use is carried out is mainly tube-like single 
******, and has many manufacturing technologies including the ingredient of the predetermined range. A 
metal tube, a multilayer layered product tube, a collapsible tube, and a blow-forming tube are contained in 
these tubes. A metal tube is usually an aluminum tube which is easy to crush. The multilayer layered 
product tube may be made only of the polymer layer, and may also contain paper and/or a metallic foil 
layer. Paper is a printing layer and a foil layer is a layer which make a tube easy to crush in a barrier layer 
list. The tube fabricated by extrusion can be manufactured from the tube which was extruded continuously 
and cut according to the desired die length. This may be monolayer structure and may be multilayer 
structure. 

In many layered product tubes or collapsible tubes, the body of a tube is manufactured apart from a tube 
shoulder and a nozzle. A tube shoulder and a nozzle are combinable with the body of a tube after injection 
molding. Thus, when it is formed and is not combined with the body of a tube, it can press into the body 
of a tube. A nozzle and a shoulder are formed in that these are combined with the body of a tube, and 
coincidence with this technique. 

The blow-forming tube is formed with the gestalt of single ** by current and the extrusion blow-forming 
technique. With this technique, an ingredient is extruded, and it is made a tube gestalt and puts on the die 
of the configuration of a desired tube, and gas, such as air, is blown into the extruded tube and it is made 
the configuration of a die. In this case, as for the tube picked out from the die, the side attachment wall is 
formed in the shoulder and the nozzle list at one. The bottom edge is also closed. You may be a top 
restoration type, and a tube-like container may be a pars-basilaris-ossis-occipitalis restoration type, in the 
case of a pars-basilaris-ossis-occipitalis restoration type, it cuts a pars basilaris ossis occipitalis, enables it 
to fill up a tube with a product from a pars basilaris ossis occipitalis, and carries out the seal of the pars 
basilaris ossis occipitalis. Unlike a multilayer layered product tube or a collapsible tube, these blow- 
forming tubes are manufactured with the completed gestalt. The formation process of addition of 
connecting a shoulder and a nozzle is not needed. However, the blow-forming tube of this invention is 
also the improvement to the blow-forming tube by which current use is carried out. This twists the tube by 
this invention to have two or more ** and very flexible separating walls. 

The desirable tube-like container fabricated by blow forming in which this invention person etc. is doing 
current development is manufactured by injection extension blow forming. These are the tube-like 
containers excellent in the obstruction property and the strength property. The reinforcement about given 
thickness is improved by the plastics which gave 2 axis extension. These containers manufactured by 
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injection extension blow forming may be monolayer structures, may be multilayer structure, may be 
single ******, and may be double ******. 

With various techniques for manufacturing tube-like double ****** ? to increase the longitudinal direction 
dimension of an internal web wall is needed. These web walls are walls which divide a tube-like container 
into two or more **. A longitudinal direction dimension increases for a reason with various web walls. 
One reason is decreasing the rigidity of a web wall. A tube-like container is a pars-basilaris-ossis- 
occipitalis restoration type, and another reason is assisting formation of a bottom crimp seal, when 
performing a crimp seal after restoration. The web wall with which another reason enlarged the 
longitudinal direction dimension is because flexibility becomes [ the bit of the ingredient from ** of a 
tube- like container ] still more equal greatly therefore. 

In this invention, a tube-like container may essentially be what kind of configuration. When a web wall is 
in a heating condition, the longitudinal direction dimension of an internal web wall can move rods, such 
as an extension rod, to a longitudinal direction in each interior of a room, and can change them by 
carrying out the reconstititution of the separation web wall, and changing breadth. It can perform carrying 
out the reconstititution of the web wall according to various breadth also by using one or the indoor gas 
pressure difference beyond it. In each technique, this has plastics in predetermined glass-transition- 
temperature within the limits, and when it can flow in an operation of the applied force, it is performed. 
Furthermore, essentially, a number, magnitude, and the configuration of** may be what kind of things. 
The rigidity of a web is lowered, and flexibility is raised and a bit is made to be performed by making the 
width of face of a web extend still more equally from a container. 

A bit is performed still more equally, and the process of this invention has high reinforcement, has a 
comparatively thin web wall with very low rigidity, and solves the trouble about the approach of 
manufacturing useful double ****** with returning [ little / there is little inhale return of air and ] the 
product after a bit in a tube. The approach the time of manufacture of a container or for increasing the 
longitudinal direction dimension of the internal web wall of a container after that is offered. These 
techniques are useful about especially the tube manufactured by the extrusion blow-forming technique 
and the injection extension blow-forming technique. In each of these techniques, a web wall is first 
continued and manufactured in the longitudinal direction dimension of a container. These web walls must 
be extended in order to acquire the property and advantage which were explained into the upper sentence. 
Outline of invention As for the internal web wall of**, flexibility is restricted in manufacture of blow- 
forming double ******. Essentially, the longitudinal direction dimension of these web walls is connected 
with the diameter of a container, i.e., the longitudinal direction dimension of a container. In order to 
perform a bit still more equally, the longitudinal direction dimension of a web wall must be increased. 
Thereby, the rigidity of an internal web wall falls and the flexibility of these web walls improves. This 
assists formation of the crimp seal of a tube-like container further. In this case, a web wall is in a crimp 
seal The technique of this invention can be effectively used, in order to enlarge the longitudinal direction 
dimension of the web wall manufactured by the technique of arbitration. However, when manufacturing 
double ****** by blow forming, these techniques are very useful in it, when manufacturing by injection 
extension blow forming in a detail, these blow-forming processes — a reserve cast — extrusion molding — 
or injection molding is carried out. This reserve cast has ** of a final container and the same number. This 
reserve cast is heated to the glass transition temperature of plastics, and it arranges to a die with the 
configuration of a request of a container. Subsequently, gas, such as air, is blown into a container and a 
reserve cast is formed according to the configuration of a die. In extrusion blow forming, it blows in into 
the reserve cast with which the edge opened gas, such as air, wide and by which extrusion molding was 
carried out, and this reserve cast is formed according to the configuration of a die. In injection extension 
blow forming, a tube reserve cast is set by the last configuration of a tube, and a longitudinal direction is 
expanded at the same time it pours in gas or a fluid and extends a tube reserve cast in the die-length 
direction, when an extension rod is arranged to each interior of a room and an extension rod moves 
caudad. The shoulder and the neck are really completely fabricated in the desirable example by the tube- 
like container. 

Although it can be used also for restoration of a container, sufficiently big bit opening is usually formed 
in the tube-like container. However, although it is optional, if required, a pars basilaris ossis occipitalis is 
excised from a tube-like container, and it can be filled up with a tube-like container from a pars basilaris 
ossis occipitalis. After restoration is performed from a pars basilaris ossis occipitalis, the crimp seal of this 
tube-like container is carried out. Top restoration is desirable. This is because the great portion of 
reinforcement of a tube-like container is held. 

The approach for performing longitudinal direction extension of the web wall for separation of a double 
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** tube is performed by moving rods, such as an extension rod, to a longitudinal direction, when the 
plastics of an internal wall is near glass transition temperature or this temperature and is in a fluid 
condition. This extends the internal web wall in contact with a rod, and a longitudinal direction dimension 
is made larger than the time of formation. Thereby, the rigidity of a web wall falls and the flexibility of a 
web wall improves. The longitudinal direction dimension of an internal web wall is measured as it is the 
maximum abbreviation one half around a tube-like container. However, this is mainly for controlling the 
bit of the matter from much ** good. 

Longitudinal direction extension of the internal web wall of a tube room may be performed by changing 
at least one indoor pressure. This is performed after that, in case blow forming of the tube-like container is 
carried out according to the configuration. This is useful when forming a container by blow forming, and 
it can be performed by blowing in, when the plastics of a web wall is in a fluid condition, and fluctuating 
the pressure of indoor entrainment gas inside or after blowing in. The longitudinal direction dimension of 
a web wall increases by this, consequently the flexibility of a web wall improves, and the bit of the matter 
from each ** of a tube-like container is controlled good. Preferably, in order to assist longitudinal 
direction extension of a web wall, a rod is prepared in differential pressure in process and **. 
This invention solves a trouble when manufacturing the blow-forming tube-like container with which 
control of the bit from each of** has been improved in tube-like double ****** and a detail. This is 
solved by improving the flexibility of a web wall by making the longitudinal direction dimension of the 
web wall for division larger than a tube-like container. Since the flexibility of an internal web wall is 
large, the bit force continued and applied to the whole container is distributed still more equally. 
Easy explanation of a drawing Fig. 1 is the outline diagram of the top restoration example of this 
invention. 

Fig. 2 is a sectional view showing one configuration of double ******. 
Fig. 3 is a sectional view showing another configuration of double ******. 
Fig. 4 is a sectional view of tube-like three-room double ******. 

Fig. 5 is a sectional view of tube-like two-room double ****** to which the web wall is shifted in the 
tube-like interior of a room. 

Fig. 6 is a front view of the web currently extended by the longitudinal direction with the rod. 
Fig. 7 is a sectional view of the tube-like container of Fig. 5. 

Fig. 8 is a front view of the web currently extended by gas pressure in the longitudinal direction. 
Fig. 9 is a sectional view of the tube- like container of Fig. 10. 
Fig. 10 is a sectional view of a tube-like two-room container. 
Fig. 1 1 is a sectional view of a tube-like three-room container. 

Detailed description This invention is explained below with reference to an accompanying drawing at a 
detail. Although not limited to a tube-like container, with reference to a tube-like container, it explains as 
a desirable example. Fig. 1 explains to an outline the manufacture process of the tube-like container 
formed of blow forming. 

The 1st process is a mold forming cycle of a reserve cast. This is usually extrusion molding or injection 
molding. When there is almost no reserve cast of glass transition temperature into a die, a reserve cast is 
arranged in a die. The inside of a die has the configuration of the tube-like container which should be 
manufactured. Subsequently, gas is poured in and a reserve cast is extended according to the wall of a die. 
When it is going to carry out injection extension blow forming of the reserve cast, one or the extension 
rod beyond it is inserted in a reserve cast. Usually, at least one extension rod is inserted in each ** about 
tube-like double ******. When [ of plastics ] it is in glass transition temperature mostly, the temperature 
of a reserve cast moves an extension rod caudad, and extends plastics in the die-length direction. Gas, 
such as dry air, is made for a suitable stage to flow into a reserve cast under a pressure. The wall of a 
reserve cast is pressed in a longitudinal direction by the pressure of gas until it contacts the inside of a die. 
The front face of the low temperature of a die cools plastics, and plastics is maintained in this gestalt. The 
temperature of a die is usually maintained in the predetermined range with the heat transfer fluid poured 
through the die. die forming — resin ~ it is mostly carried out with glass transition temperature. 
As explained, during blow forming, plastics flows, where the blow pressure force is added, and is near the 
point (point of flow). This point is usually glass transition temperature mostly. When heated, a reserve 
cast is mostly heated to glass transition temperature, before placing into a die. The gas pressure under 
blow forming is about 10 bars thru/or about 40 bars, and is about 12 bars thru/or about 20 bars preferably. 
A tube is manufactured with the expansion ratio of about 10 thru/or 20. Subsequently, a tube-like 
container is picked out from a die. A web wall is extended by the longitudinal direction as explained into 
this specification. Subsequently, it is filled up with a tube and a lid is put on restoration-bit opening of an 
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open condition. 

The examples A and B of this invention of Fig. 1 extend an inner web separating wall, and are related 
with tube [ which enlarged the longitudinal direction dimension of an internal division rate web ]-like 
double ******. This is desirable about a crimp seal container. This is because the width of face of the 
****** web in the place of crimp must be larger than the diameter of a tube-like container, when a web 
wall is arranged in the die- length direction at a crimp seal. This offers the separation web wall of the 
Takayoshi flexibility with low rigidity. With this web wall, control is added still better about a bit. A bit is 
performed still more equally, moving a rod to a longitudinal direction after formation of a tube-like 
container — or a separation web wall is mechanically extended by the indoor differential pressure after 
formation of the time of formation of a tube-like container, or a tube-like container. These processes are 
explained in Fig. 1 as example 1 A and example IB, respectively. 

In Fig. 1 and the example A of Fig. 2, that it is an extension rod rotates a good rod by rotation of the head 
components holding these rods. However, a die may be rotated and a rod may be held to a quiescent state. 
Thereby, a longitudinal direction is made to extend a separation web wall. This is further shown in Figs. 
10 and 1 1 at the detail. One or ** beyond it is made to produce differential pressure during blow forming 
of a container, or immediately after blow forming in IB of Fig. 1, and IB. Thereby, differential pressure 
acts on a division web wall, and a pressure is extended by the low interior of a room. Advantageously, it 
is about one or more bars, and the differential pressure of about three or more bars is used preferably. 
However, low differential pressure higher than this or can be used. After forming a web wall according to 
a desired longitudinal direction dimension, in being a pars-basilaris-ossis-occipitalis restoration type, it 
cuts a pars basilaris ossis occipitalis, and big restoration opening is formed, it is filled up with **, and the 
crimp seal of the pars basilaris ossis occipitalis is carried out after that. When a tube-like container is a top 
restoration type, it is filled up with a tube-like container, and a lid is put on a predetermined location, and 
the seal of the tube-like container is carried out. 

Figs. 2 and 3 show two different cross sections about the tube-like container 20. These containers have the 
division web wall 22. These containers may be [ as / in Fig. 2 ] circular, and as shown in Fig. 3, they may 
be ellipse forms. However, a container can take many other various configurations. Any limit cannot be 
found about the configuration of a container. 

Fig. 4 shows the container equipped with three **. This container 30 has the internal web walls 36 and 38. 
The example of the container 30 with the web wall 34 which it shifted, i.e., was made to offset is shown 
in Fig. 5. 

Figs. 6 and 7 indicate extension of the web wall of the two-room container 50. Here, extension is 
performed by the mechanical work which makes a longitudinal direction rotate rods, such as an extension 
rod. This is performed, when plastics is in glass transition temperature or it is near this temperature. The 
plastics of the division web wall 42 is extended in a longitudinal direction by rotating a rod 46. The 
effectiveness of this extension is shown in Fig. 7. This can be performed during blow forming of a tube, 
or after blow forming of a tube. It is desirable after blow forming of a tube to rotate an extension rod 
immediately, while a tube is in a die 48. 

Fig. 8 shows longitudinal direction extension of ******** by differential pressure, i.e., a web wall. In this 
case, although there is a single division web wall 42, this technique is applicable also to two or more web 
walls. In example IB and 2B, the gas pressure in ** 54 is larger than the gas pressure in ** 56. This 
extends the web wall 42 around this rod toward the rod 46 in ** 56. Although it is not required, it is 
desirable to maintain a rod in at least one low-pressure interior of a room in many cases, and to assist 
longitudinal direction extension of a web wall. This rod supports a web wall and a web wall enables it to 
extend it still more greatly in a longitudinal direction. This is further shown in Fig. 9 at a detail. It can 
depend especially or this gas pressure difference can perform the pressure in ** 56 by [ which increase the 
pressure in ** 54 ] decreasing. The result is essentially the same. In example 2B, subsequently, a bottom 
edge is cut, and since it is filled up, a tube-like container is made upside-down. A crimp seal closes after 
restoration. This longitudinal direction extension heats plastics near this temperature to glass transition 
temperature, and when die forming is possible, it is performed. This can be performed during blow 
forming of a container, or after blow forming. It is desirable to perform this, when plastics is still in an 
elevated temperature immediately after blow forming of a tube. Figs. 10 and 1 1 show the extension web 
wall which crossed the container and has been arranged. 

In Fig. 10, the web wall 42 is shown, after having been extended by flexibility in the longitudinal 
direction within the tube-like container 50. The volume of ** 54 and 56 is changeable according to the 
amount of the product with which each interior of a room was filled up and by which a bit should be 
carried out. The tube-like container 60 with three ** formed with two web walls is shown in Fig. 11. The 
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web wall 68 separates ** 62 and 66, and the web wall 70 separates ** 64 and 66. The web walls 68 and 
70 are elongated by extending a web wall in a longitudinal direction after blow forming of a tube-like 
container. At the time of blow forming, a tube-like container is crossed and the web wall is arranged, as 
shown in Fig. 4. 

The process about longitudinal direction extension of a ****** web wall was explained as a part of 
container manufacture process by blow forming. However, a container can be manufactured also by 
approaches other than blow forming, and a web wall becomes behind and can perform longitudinal 
direction extension. It being the need uniquely is extending mechanically in a longitudinal direction by 
using differential pressure, without heating a web wall to the glass transition temperature of plastics 
mostly, and only using rotation of a rod for plastics, or using it, using a rod. A web wall will be extended 
by the longitudinal direction if these rods are rotated by rotating the head components holding one or the 
rod beyond it. Similarly, a web wall is extended by the longitudinal direction when sufficient gas pressure 
difference for the both sides of a web wall exists, this increases the pressure which acts on one web wall 
side — or the pressure which acts on the another side side of a web wall can be performed by decreasing. 
As mentioned above, the very flexible obstruction with which a product is sent out still more equally is 
offered by using a long and slender web for a longitudinal direction from ** from which a tube-like 
container differs. A web wall is the Takayoshi flexibility in low rigidity. Furthermore, consistency can be 
made to have with the crimp of a tube and the web by which the crimp seal was carried out. Thus, the seal 
of the still more equal thickness is carried out. The web wall of a two-room tube is the abbreviation one 
half of the perimeter about a circular tube- like container preferably about this latter. This is about l/2pid. 
Here, d is the diameter of a tube. However, when extended by the longitudinal direction according to the 
location of those walls within the number and a container, as for a web wall, it is good that they are 
various die length. 

The tube-like container by this invention formed of blow forming has high reinforcement and an equal bit 
property. A tube-like container can be formed from the ingredient of the arbitration which can carry out 
extension blow forming. A desirable ingredient is the mixture of polyethylene terephthalate, polyethylene 
North America Free Trade Agreement NETO, reforming polyethylene terephthalate, reforming 
polyethylene North America Free Trade Agreement NETO, these polyester, and polypropylene. Although 
the fluid used for blow forming of a tube-like container is usually dry air, nitrogen, a carbon dioxide, 
various inert gas, or a fluid can be used for it. 

The die used in the process, a rod, an extension rod, and other devices are common at a commercial 
transaction. **** which is a particular — a special device is not needed. The advantage of the tube-like 
container of this invention can be acquired by carrying out the process explained above. 
The indicated technique is very useful when increasing the longitudinal direction dimension of the web 
wall of tube-like double ******. Although these techniques can be changed with various extent, such all 
modification is included under the category of the concept of the technique of an indication. 



[Translation done.] 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 



1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DRAWINGS 



[Drawing..!] 
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[Drawing 3] 
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F/G. 3 

[Drawing 4] 




F/G. 4 

[ Draw ing 5] 




FIG. 5 

[Drawing 6] 
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FIG. G 



[ Drawin g 7] 




FIG. 7 

[Drawing 8] 
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FIG. lO 
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[Drawing 11] 
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